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Description 

[0001] The present invention relates to a highly bio- 
degradable flexible wrapper for the packing of products 
such as absorbing and toilet paper rolls and the like, and 5 
method for the forming thereof. 
[0002] At present, products such as absorbing and 
toilet paper rolls and the like as mop-all papers or of the 
"tissue" type, are wrapped by wrapping them in a film 
made of plastic material, for instance polyethylene, 10 
sealed on the products itself by thermal sealing. 
[0003] This type of wrapping has the drawback of not 
being de facto biodegradable. Its replacement with a 
material better suited for the disposal is therefore desir- 
able. 15 
[0004] For this purpose wrappers made of a cellulose- 
based laminated material have been proposed, for in- 
stance wrapping paper and /or cellophane to wrap said 
products in packs. 

[0005] Such wrappers cannot be thermally sealed as 20 
they lack a plastic base, in comparison to the abovede- . 
scribed wrapping process require for their application in 
wrapping processes an additional step, in which glue 
dots are formed between the sealing edges of the wrap- 
per. 25 
[0006] This additional step, besides complicating the 
process and increasing the cost thereof, requires a 
structural modification of the wrapping-forming appara- 
tuses. In particular, compared with the apparatuses 
adapted for the thermal sealing, it requires the presence 30 
of nozzles for the deposition of the aforesaid glue dots. 
[0007] The present invention overcomes such prob- 
lems by providing a highly biodegradable flexible wrap- 
per for the wrapping of products such as absorbing and 
toilet paper rolls and the like, 35 

characterised in that it is obtained by a shaped 
portion of laminated sheet material obtained from a tape 
developing along a main direction and having transver- 
sal edges and longitudinal edges with respect to said 
main direction, on said portion being identified: <o 

an outer face comprising at least two transversal 
depositions of thermally active glue placed along re- 
spective transversal edge regions of said portion; 
and 45 
an inner face comprising at least one longitudinal 
deposition of thermally active glue near to a longi- 
tudinal edge of said portion. 

[0008] Moreover, a method for the forming of a highly so 
biodegradable flexible wrapper for the wrapping of prod- 
ucts such as absorbing and toilet paper rolls and the like 
is provided, characterised in that it comprises the steps 
of: 

55 

providing a portion of laminated sheet material ob- 
tained from a tape developing along a main direc- 
tion and having transversal edges and longitudinal 



edges with respect to said main direction, on said 
portion being identified an outer face comprising at 
least two transversal depositions of thermally active 
glue placed along respective transversal edge re- 
gions of said portion and an inner face comprising 
at least one longitudinal deposition of thermally ac- 
tive glue near to a longitudinal edge of said portion; 
wrapping said portion on the products in in order to 
obtain an overlapping between the longitudinal edg- 
es thereof; 

sealing the overlapping region between the longitu- 
dinal edges by tempering of said longitudinal dep- 
osition of thermally active glue; 
forming respective front and rear transversal edges 
of the wrapper; and 

sealing therebetween the front and rear edges by 
tempering of said at least two transversal deposi- 
tions of thermally active glue. 

[0009] Advantageous features of the present inven- 
tion are provided in the dependent claims thereof. 
[001 0] The main advantage of the present invention 
lies in the fact that the forming of the wrapper takes place 
with the usual apparatuses provided for the forming of 
polyethylene wrappers or of similar wrappers of poly- 
thene material. The sealing of the wrapper will take 
place by tempering of the thermally active glue layers 
deposited in preferred areas of the portion of laminated 
material, along both faces thereof. Therefore, for ther- 
mally active glue it is meant a glue that does not exert 
its glueing action if it is not thermally tempered. 
[001 1] The various glue depositions along privileged 
areas are performed according to modes known in the 
art, for instance with the apparatus of in the European 
patent 0 765 744 in the name of the same applicant. 
[001 2] The present invention will be disclosed herein- 
after with reference to its embodiments, given by way of 
example and not for limitative purposes. Reference to 
the figures of the annexed drawings will be made, 
wherein: 

figures 1 A and 1 B show a first embodiment of the 
outer and inner faces respectively, of a portion of 
laminated material of a substantially rectangular 
shape apt to form the wrapper according to the 
present invention; 

figures 2A and 2B show a second embodiment 
thereof; 

figures 3A and 3B show a third embodiment thereof, 
having a transparent region; 
figures from 4A to 4H show the various steps of the 
wrapping of the wrapper on the products by the por- 
tion of laminated material of figures 3A and 3B; 
figures 5A and 5B show a fourth embodiment of the 
outer and inner faces respectively of the portion of 
laminated material; 

figures from 6A to 6D show the final steps of the 
wrapping of the wrapper on the products by the por- 
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tion of laminated material of figures 5A and 5B; and 
figures 7A and 7B show a fourth embodiment of the 
portions of laminated material. 

[001 3] Figures 1 A and 1 B show portions of laminated 5 
material concerning a first embodiment of the present 
invention. 

[0014] The portion of laminated material is obtained 
starting from a tape developing along a main direction. 
Such portion - of a substantially rectangular shape in the 10 
figures - has transversal edges and longitudinal edges 
with respect to the aforesaid main direction. 
[001 5] Figure 1 A shows a plan view of the outer face 
of the portion of laminated material apt to form the wrap- 
per. For outer face, it is to be understood here the face 15 
opposed to the face which is in contact with the product 
to be wrapped. Two transversal glue depositions are 
shown, indicated with 1 and 2, placed along respective 
transversal edge regions of the tape portion. 
[0016] Figure 1 B shows a plan view of the inner face 20 
of the tape portion apt to form the wrapper. The relation 
between figures 1 A and 1 B is that the second figure is 
obtained with a 1 80° rotation of the first figure along the 
longitudinal axis. This is also valid for the next figures 
2, 3 and 5. For inner face, it is to be understood the face 25 
which is in contact with the product to be wrapped, A 
longitudinal glue deposition is shown, indicated with 3, 
placed along a right longitudinal edge region of the tape 
portion. However, the region 3 might alternatively be 
provided along the left longitudinal edge region. 30 
[001 7] The parts shown as hatched in figures 1 A and 
1 B refer to glue depositions on the face opposed to the 
face respectively represented. 
[001 8] Figures 2A and 2B show portions of laminated 
material concerning a second embodiment of the 35 
present invention. 

[001 9] Figure 2A shows a plan view of the outer face 
of the portion of laminated material apt to form the wrap- 
per. Two transversal glue depositions are shown, indi- 
cated with 4 and 5, placed along respective transversal *o 
edge regions of the tape portion. Furthermore, a longi- 
tudinal glue deposition is shown, indicated with 6, 
placed along a right longitudinal edge region of the por- 
tion of laminated material. 

[0020] Figure 2B shows a plan view of the inner face *5 
of the portion of laminated material. A longitudinal glue 
deposition is shown, indicated with 7, placed along a 
right longitudinal edge region of the tape portion. 
[0021] The longitudinal deposition regions 6 and 7 
might be placed either both along respective right Ion- 50 
gitudinal edge regions of the outer face and right longi- 
tudinal edge regions of the inner face, as shown in fig- 
ures 2A and 2B, or along respective left longitudinal 
edge regions of the outer face and left longitudinal edge 
region of the inner face. 55 
[0022] Figures 3A and 3B show portions of laminated 
material concerning a third embodiment of the present 
invention. In this embodiment it is advantageously pro- 



vided that the portion of laminated material is such as 
to comprise a strip of translucent material, for instance 
cellophane. Thus, the vision of the product is made pos- 
sible. The sealing between paper and cellophane is per- 
formed by glueing. However, it must be noted that the 
percentage of translucent material is anyway low with 
respect to the entire surface of the tape portion devoted 
to the wrapping. Therefore, a highly biodegradable 
product is obtained even in the case in which a material 
such as polyethylene is used. 
[0023] Although in such an example of composite ma- 
terial glue depositions can be provided such as those 
shown in the preceding figures, figures 3A and 3B show 
a particularly effective deposition, wherein the transver- 
sal glue depositions are as that they do not involve the 
regions of overlapping between paper and cellophane. 
[0024] Figure 3A shows a plan view of the outer face 
of the composite material portion apt to form the wrap- 
per. Two transversal glue depositions are shown, placed 
along respective transversal edge regions of the com- 
posite material portion. The first transversal deposition 
is such to provide areas 8, 9, 1 0. The second transversal 
deposition is such to provide areas 11 , 1 2, 1 3. 1 n partic- 
ular, between the areas 8-9, 9-10, 11-12, 12-13 regions 
of rectangular shape are shown wherein no deposition 
whatsoever is provided. Such a transversal deposition 
allows the tape thickness to be kept substantially even 
in correspondence of the regions of transversal deposi- 
tion. In fact, one has to take into account that the over- 
lapping regions between paper and cellophane present 
an additional glue layer. The thickness uniformity is im- 
portant once the composite continuous tape, from which 
the various portions of composite material are obtained 
in order to perform the wrapping, results wound up in a 
reel shape. Marked unevenness in the thickness size 
may in fact lead to a tempering of the glue, with a con- 
sequent undesired reciprocal adherence of the various 
coil turns. 

[0025] Resuming the figure description, a further lon- 
gitudinal glue deposition is shown, indicated with 14, 
placed along a right longitudinal edge region of the por- 
tion of composite material. 

[0026] Figure 3B shows a plan view of the inner face 
of the composite material portion apt to form the wrap- 
per. A longitudinal glue deposition is shown, indicated 
with 15, placed along a right longitudinal edge region of 
the composite material portion. 
[0027] The longitudinal deposition regions 1 4 and 1 5 
might be placed either both along respective right lon- 
gitudinal edge regions of the outer face and right longi- 
tudinal edge regions of the inner face as shown in fig- 
ures 3A and 3B, or along respective left longitudinal 
edge regions of the outer face and left longitudinal edge 
regions of the inner face. 

[0028] The next figures from 4A to 4H show the vari- 
ous wrapping steps of the wrapper on the products by 
the embodiment of the composite material portion ac- 
cording to figures 3A and 3B. 
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[0029] Figures from 4A to 4C show the steps prior to 
the first tempering of a thermally active glue in order to 
obtain the wrapper, i.e. the tempering of the longitudi- 
nally placed thermally active glue. 
[0030] Figure 4D shows in particular the moment 5 
wherein an overlapping between the longitudinal inner 
layer 15 and the longitudinal outer layer 14 is obtained. 
In order to achieve an effective longitudinal sealing, a 
longitudinal glue deposition on both faces is preferable, 
although not essential, as the one shown in figures 2A- 10 
2B and 3A-3B. However, it has to be remarked that lon- 
gitudinal sealings are possible also with longitudinal 
depositions such as those disclosed in the embodi- 
ments of figures 1A-1B. However, as mentioned, the 
best sealing is obtained in presence of a longitudinal '5 
deposition along the outer face as well as along the inner 
face. 

[0031] Then it can be remarked how, always in order 
to achieve an effective longitudinal sealing, it is unnec- 
essary for the longitudinal deposition or depositions to 20 
be in contact with the longitudinal edges of the portions 
of the laminated material used, as it suffices for the 
former to be placed near to the edges thereof. 
[0032] Figures 4E to 4G show the steps prior to the 
performing of the transversal sealing (or sealings). 25 
[0033] In figure 4E the forming of a right front edge, 
indicated with 16, is shown by an arrow F1 . 
[0034] In figure 4F the forming of a left front edge, in- 
dicated with 17, is shown by an arrow F2. Furthermore, 
an upper edge 1 8 and a lower edge 1 9 are formed. Ob- 30 
viously, corresponding edges are provided along the 
wrapper rear region. All the folding steps described up 
to now are obtained with the use of pressing devices or 
the like, e.g. guns. 

[0035] Figures 4G and 4H show the final steps for the 35 
forming of the wrapper, in which the upper edge 1 8 is 
overlapped onto the lower edge 19. 
[0036] In this case as well, it is unnecessary for the 
transversal deposition or depositions to be in contact 
with the transversal edges of the portions of the lami- 40 
nated material used. Differently from what stated with 
reference to the longitudinal sealing, the transversal 
deposition regions might also not be placed near the 
edges themselves. 

[0037] As it can be seen from figure 4H, a transver- 45 
sally deposited portion of the glue, indicated in figure 
with 20, is left unused. An advantageous embodiment 
of the present invention provides the absence of this 
portion from the transversal depositions of the preced- 
ing figures 1A, 2A and 3A. 50 
[0038] The following figures 5A and 5B show such a 
preferred embodiment. These figures relate to a portion 
of composite type material by way of example. Com- 
pared to the preceding figures, they are shown with an 
enlarged size for the sake of clarity. 55 
[0039] Figure 5A shows a plan view of the outer face 
of the portion of laminated material. Two transversal 
glue depositions are present, placed along respective 



transversal edge regions of the portion of laminated ma- 
terial. 

[0040] The first transversal deposition is such as to 
provide areas 21 , 22, 23 and 24. In particular, between 
the transversal deposition area 23 and the transversal 
deposition area 24 a trapezoidal ly shaped region is 
shown, in which no deposition whatsoever is provided. 
[0041] The second transversal deposition is such as 
to provide areas 25, 26, 27 and 28. In particular, be- 
tween the transversal deposition area 27 and the trans- 
versal deposition area 28 a trapezoidally shaped region 
is shown wherein no deposition whatsoever is provided. 
[0042] Moreover, in figure 5A the expedient already 
used with reference to the embodiment of figure 3A can 
be seen, i.e. no glue is deposited on the overlapping 
regions between paper and cellophane. Resuming the 
figure description, a longitudinal glue deposition is also 
present, indicated with 29, placed along a right longitu- 
dinal edge region of the tape portion. ' 
[0043] Figure 5B shows a plan view of the inner face 
of the portion apt to form the wrapper. A longitudinal glue 
deposition is present, indicated with 30, placed along a 
right longitudinal edge region of the tape portion. 
[0044] In this case as well it is to be understood that 
both the longitudinal deposition regions 29 and 30 might 
be placed either along respective right longitudinal edge 
region of the outer face and right longitudinal edge re- 
gion of the inner face as represented in figures 5A and 
5B, or along respective left longitudinal edge region of 
the outer face and left longitudinal edge region of the 
inner face. 

[0045] The following figures 6A to 6D relate to the final 
steps of the formation of the wrapper with the composite 
tape portion of the preceding figures 5A and 5B. These 
figures 6A-6D correspond to the preceding figures 4E- 
4H. It can be easily noted how with the transversal dep- 
osition of glue of the preceding figure 5A, the problem 
shown in the embodiment of figure 4H is greatly de- 
creased, if not completely solved altogether. 
[0046] With reference to the inner faces of the various 
embodiments of the tape portion of the preceding fig- 
ures 1 B, 2B, 3B and 5B, it has to be pointed out how the 
glue deposition has been such as to be reduced to a 
minimum, in order to prevent an intimate contact of the 
glue with the inserted sanitary product. 
[0047] However, in the case where the composition of 
the glueing material is such as not to create problems 
when placed in contact with the inserted product, an em- 
bodiment such as the one shown in figures 7A and 7B 
can be provided. 

[0048] With reference to figure 7A, two transversal 
depositions 31 , 32, as well as two longitudinal deposi- 
tions 33, 34 are shown on the inner face. 
[0049] With reference then to figure 7B, also on the 
inner face two transversal depositions 35, 36 are shown, 
as well as two longitudinal depositions 37, 38. 
[0050] Such an embodiment has the advantage of 
avoiding the creation of preferential winding directions, 
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in the sense that no distinction anymore exists between 
outer face and inner face of the portion of laminated ma- 
terial. 

[0051] The glue applying units will comprise means 
apt to form the deposition regions heretofore disclosed, 
for instance rubber plugs whose surface configuration 
will be such as to provide protruding areas and recess- 
ing areas. Therefore, the glue will be deposited onto the 
tape only in correspondence with the protruding areas 
of the plug. 

[0052] In the case of depositions that are not particu- 
larly complicated such as a longitudinal deposition, rub- 
ber plugs of an annular type might be provided. 



lucent material sealed therewith, to allow a vision of 
the products once-the wrapper is formed, 

characterised in that each of said transver- 
sal depositions of thermally active glue has glue- 
5 free regions in correspondence of the sealing re- 
gions between laminated sheet material and trans- 
lucent material. 



6. A method for the forming of a highly biodegradable 
10 flexible wrapper for the wrapping of products such 
as absorbing and toilet paper rolls and the like, 
characterised in that it comprises the steps 

of: 



15 

Claims 

1. A highly biodegradable flexible wrapper for the 
packing of products such as absorbing and toilet pa- 
per rolls and the like, 20 

characterised in that it is obtained by a por- 
tion of laminated sheet material obtained from a 
tape developing along a main direction and having 
transversal edges and longitudinal edges with re- . 
spect to said main direction, onto said portion being 25 
identified: 

an outer face comprising at least two transver- 
sal depositions of thermally active glue (1,2; 
4,5;8-1 0, 1 1 -1 3;21 -24,25-28;31 ,32) placed 30 
along respective transversal edge regions of 
said portion; and 

an inner face comprising at least one longitudi- 
nal deposition of thermally active glue (3;7;15; 
30;38) near to a longitudinal edge of said por- 35 
tion. 



2. The wrapper according to claim 1 , 

characterised in that said outer face com- 
prises at least one longitudinal deposition of ther- 
mally active glue (6;14;29;34). 

3. The wrapper according to any one of the preceding 
claims, 

characterised in that each of said transver- 
sal depositions of thermally active glue has a sub- 
stantially trapezoidal glue-free region. 

4. The wrapper according to any of the preceding 
claims , 

characterised in that said inner face further 
comprises at least two transversal depositions of 
thermally active glue (35,36). 

5. The wrapper according to any of the preceding 
claims, 

characterised in that said portion of laminat- 
ed sheet material further comprises a strip of trans- 



providing a portion of laminated sheet material 
obtained from a tape developing along a main 
direction and having transversal edges and lon- 
gitudinal edges with respect to said main direc- 
tion, on said portion being identified an outer 
face comprising at least two transversal depo- 
sitions of thermally active glue (1,2;4,5; 
8-1 0,11-13;21 -24,25-28;31 ,32) placed along 
respective transversal edge regions of said por- 
tion and an inner face comprising at least one 
longitudinal deposition of thermally active glue 
(3;7;15;30;38) near a longitudinal edge of said 
portion; 

wrapping said portion on the products in order 
to obtain overlapping between the longitudinal 
edges thereof; 

sealing the overlapping region between the lon- 
gitudinal edges by tempering of said longitudi- 
nal deposition of thermally active glue; 
forming respective front and rear transversal 
edges of the wrapper; and 
sealing therebetween the front and rear edges 
by tempering of said at least two transversal 
depositions of thermally active glue. 

40 7. The method according to claim 6, 

characterised in that said outer face further 
comprises at least one longitudinal deposition of 
thermally active glue (6;14;29;34). 

45 8. The method according to claim 6 or claim 7, 

characterised in that each of said transver- 
sal depositions of thermally active glue has a sub- 
stantially trapezoidal glue-free region. 

50 9. The method according to any one of the claims from 
6 to 8, 

characterised in that said inner face further 
comprises at least two transversal depositions of 
thermally active glue (35, 36). 

55 

1 0. The method according to any one of the claims from 
6 to 9, 

characterised in that said portion of laminat- 
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•ed sheet material further comprises a strip of trans- 
lucent material sealed therewith, to allow a vision of 
the products once the wrapper is formed, 

characterised in that each of said transver- 
sal depositions of thermally active glue has glue 5 
free regions in correspondence of the sealing re- 
gions between the laminated sheet material and the 
translucent material. 



Patentanspruche 

1. Biologisch leicht abbaubare flexible Hulle fur das 
Verpacken von Produkten wie Absorptions- und 
Toilettenpapierrollen und dgl., 15 
dadurch gekennzeichnet, dass sie gewonnen 
wird durch einen Teil laminierten Flachenmaterials, 
der aus einem Band gewonnen wird, welches sich 
langs einer Hauptrichtung erstreckt, und Querran- 
der und LangsrSnder in Bezug auf die Hauptrich- 20 
tung hat, 

wobei auf dem Teil gebildet sind: 

eine auBere Seite, die wenigstens zwei Quer- 
auftrage von thermisch aktivem Klebstoff (1 , 2; 25 
4, 5; 8 - 10, 11 - 13; 21 - 24, 25 - 28; 31, 32) 
aufweist, die langs Querrandgebieten des Teils 
platziert sind; und 

eine innere Seite, die wenigstens einen Langs- 
auftrag von thermisch aktivem Klebstoff (3; 7; 30 
15; 30; 38) nahe einem Langsrand des Teils 
aufweist. 

2. Hulle nach Anspruch 1 , 

dadurch gekennzeichnet, dass die auBere Seite 35 
wenigstens einen Langsauftrag von thermisch akti- 
vem Klebstoff (6; 14; 29; 34) aufweist. 

3. Hulle nach einem der vorhergehenden Anspruche, 
dadurch gekennzeichnet, dass jeder der Quer- *o 
auftrage von thermisch aktivem Klebstoff ein im 
Wesentlichen trapezformiges klebstofffreies Gebiet 
hat 

4. Hulle nach einem der vorhergehenden Anspruche, 45 
dadurch gekennzeichnet, dass die innere Seite 
weiter wenigstens zwei Querauftr&ge von ther- 
misch aktivem Klebstoff (35, 36) aufweist. 

5. Hulle nach einem der vorhergehenden Anspruche, 50 
dadurch gekennzeichnet, dass der Teil laminier- 
ten Flachenmaterials weiter einen Streifen durch- 
sichtigen Materials aufweist, der mit ihm versiegelt 

ist, urn die Sicht auf die Produkte zu gestatten, 
nachdem die Hulle gebildet worden ist, 55 
dadurch gekennzeichnet, dass jeder der Quer- 
auftrage von thermisch aktivem Klebstoff klebstoff- 
freie Gebiete in Entsprechung zu den Versieglungs- 



gebieten zwischen dem laminierten Flachenmate- 
rial und dem durchsichtigen Material hat. 

6. Verfahren zum Bilden einer biologisch leicht abbau- 
baren flexiblen Hulle fur das Verpacken von Pro- 
dukten wie Absorptions- und Toilettenpapierrollen 
und dgl., 

dadurch gekennzeichnet, dass es die Schritte be- 
inhaltet: 

Bereitstellen eines Teiles laminierten Flachen- 
materials, der aus einem Band gewonnen wird, 
das sich langs einer Hauptrichtung erstreckt, 
und Querrander und Langsrander in Bezug auf 
die Hauptrichtung hat, wobei auf dem Teil ge- 
bildet sind eine auBere Seite, die wenigstens 
zwei Querauftrage von thermisch aktivem 
Klebstoff (1 , 2; 4, 5; 8 - 10, 11 - 13; 21 - 24, 25 
- 28; 31 1 32) aufweist, die langs Querrandge- 
bieten des Teils platziert sind, und eine innere 
Seite, die wenigstens einen Langsauftrag von 
thermisch aktivem Klebstoff (3; 7; 15; 30; 38) 
nahe einem Langsrand des Teils aufweist; 
Umhullen der Produkte mit dem Teil, um eine 
Uberiappung zwischen den Langsrandern des- 
selben zu erzielen; 

Versiegeln des Uberlappungsgebietes zwi- 
schen den Langsrandern durch Harten des 
Langsauftrages von thermisch aktivem Kleb- 
stoff; 

Bilden von vorderen und hinteren Querrandem 
der Hulle; und 

Versiegeln der Vorder- und Hinderrander da- 
zwischen durch Harten der wenigstens zwei 
Querauftrage von thermisch aktivem Klebstoff. 

7. Verfahren nach Anspruch 6, 
dadurch gekennzeichnet, 

dass die auBere Seite weiter wenigstens einen 
Langsauftrag von thermisch aktivem Klebstoff (6; 
14; 29; 34) aufweist. 

8. Verfahren nach Anspruch 6 Oder 7, 

dadurch gekennzeichnet, dass jeder der Quer- 
auftrage von thermisch aktivem Klebstoff ein im 
Wesentlichen trapezformiges klebstofffreies Gebiet 
hat. 

9. Verfahren einem der Anspruche 6 bis 8, 
dadurch gekennzeichnet, dass die innere Seite 
weiter wenigstens zwei Querauftrage von ther- 
misch aktivem Klebstoff (35, 36) aufweist. 

10. Verfahren nach einem der Anspruche 6 bis 9, 
dadurch gekennzeichnet, dass der Teil laminier- 
ten Flachenmaterials weiter einen Streifen durch- 
sichtigen Materials aufweist, der mit ihm versiegelt 
ist, um die Sicht auf die Produkte zu gestatten, 
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nachdem die Hulle gebiidet worden ist, 
dadurch gekennzeichnet, dass jeder der Quer- 
auftrage von thermisch aktivem Klebstoff klebstoff- 
freie Gebiete in Entsprechung zu den Versiege- 
lungsgebieten zwischen dem laminierten Flachen- 
material und dem durchsichtigen Material hat. 



Revendications 

1 . Element d'enveloppement souple tres biodegrada- 
ble destine au conditionnement de produits tels que 
des rouleaux de papier absorbant et de papier hy- 
gienique et analogues, 

caracterise en ce qu'il est obtenu par une 
partie de materiau en feuiile stratifie obtenue k partir 
d'une bande se developpant le long d'une direction 
principale, et ayant des bords transversaux et Ion- 
gitudinaux par rapport k ladite direction principale, 
sur ladite partie etant identifies : 

une face exterieure comportant au moins deux 
depdts transversaux de colle active thermique- 
ment (1, 2 ; 4, 5 ; 8 & 10, 11 a 13; 21 &24, 25 
k 28 ; 31 , 32) places le long de zones de bord 
transversal respectives de ladite partie, et 
une face interieure comportant au moins un de- 
pdt longitudinal de colle active thermiquement 
(3 ; 7 ; 15 ; 30 ; 38) k proximite d'un bord longi- 
tudinal de ladite partie. 

2. Element d'enveloppement selon la revendication 1 , 
caracterise en ce que ladite face exterieure com- 
porte au moins un depdt longitudinal de colle active 
thermiquement (6 ; 14 ; 29 ; 34). 

3. Element d'enveloppement selon Tune quelconque 
des revendications precedentes, 

caracterise en ce que chacun desdits d6p6ts 
transversaux de colle active thermiquement a une 
zone sans colle sensiblement trap6zoidale. 

4. Element d'enveloppement selon I'une quelconque 
des revendications precedentes, caracterise en ce 
que ladite face interieure comporte de plus au 
^moins deux d6p6ts. transversaux de colle active 
thermiquement (35, 36). 

5. Element d'enveloppement selon Tune quelconque 
des revendications precedentes, 

caracterise en ce que ladite partie de mate- 
riau en feuiile stratifie comporte de plus un ruban 
de materiau transparent scelie avec celle-ci, pour 
permettre une vision des produits une fois que l'6ie- 
ment d'enveloppement est forme, 

caracterise en ce que chacun desdits depots 
transversaux de colle active thermiquement a des 
zones sans colle qui correspondent aux zones de 



scellement entre le materiau en feuiile stratifie et le 
materiau transparent. 

6. Procede pour la formation d'un element d'envelop- 
s pement souple trfcs biodegradable destine k i'enve- 

loppement de produits tels que des rouleaux de pa- 
pier absorbant et de papier hygienique et analogu- 
es, 

caracterise en ce qu'il comporte les etapes 
10 consistant k : 

foumir une partie de materiau en feuiile stratifie 
obtenue k partir d'une bande se developpant le 
long d'une direction principale, et ayant des 

15 bords transversaux et des bords longitudinaux 

par rapport k ladite direction principale, sur la- 
dite partie etant identifiees une face exterieure 
comportant au moins deux depots transver- 
saux de colle active thermiquement (1 , 2 ; 4, 5 ; 

20 8 a 1 0, 1 1 k 1 3 ; 21 k 24, 25 k 28 ; 31 , 32) places 

le long de zones de bord transversal respecti- 
ves de ladite partie, et une face interieure com- 
portant au moins un depdt longitudinal de colle 
active thermiquement (3 ; 7 ; 15 ; 30 ; 38) k 

25 proximite d'un bord longitudinal de ladite partie, 

envelopper ladite partie sur le produit pour ob- 
tenir un chevauchement entre les bords longi- 
tudinaux de celle-ci, 

sceller la zone de chevauchement entre les 
30 bords longitudinaux par trempe dudit depot lon- 

gitudinal de colle active thermiquement, 
former des bords transversaux avant et arriere 
respectifs de reiement d'enveloppement, et 
sceller mutuellement les bords avant et arriere 
35 par trempe desdits au moins deux d6p6ts trans- 

versaux de colle active thermiquement. 

7. Procede selon la revendication 6, 

caracterise en ce que ladite face exterieure 
& comporte de plus au moins un depdt longitudinal de 
colle active thermiquement (6 ; 14 ; 29 ; 34). 

8. Procede selon la revendication 6 ou 7, 

caracterise en ce que chacun desdits depdts 
45 transversaux de colle active thermiquement a une 
zone sans colle sensiblement trapezoidale. 

9. Procede selon I'une quelconque des revendications 

6 a 8, 

50 caracterise en ce que ladite face interieure 

comporte de plus au moins deux d6p6ts transver- 
saux de colle active thermiquement (35, 36). 

1 0. Procede selon I'une quelconque des revendications 
55 6 k 9, 

caracterise en ce que ladite partie de mate- 
riau en feuiile stratifie comporte de plus un ruban 
de materiau transparent scelie avec celle-ci, pour 
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permettre une vision des produits une fois que l'el£- 
ment d'enveloppement est forme\ 

caracter ise en ce que chacun desdits depots 
transversaux de colle active thermiquement a des 
zones sans colle qui correspondent aux zones de 5 
scellement entre le materiau en feuille stratifie et le 
materiau transparent. 
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